Work Order ID 48086 
June 26, 2009 11:03:14 АМ 


а quum See ШІП ЕЕ ГІП 


Revision ID: H 


Шет Мате: — Mid Tube Assembly ІІІ 


IIIIIIIƏIIIƏII š 


Start Date: 15/07/2009 Start Qty: 1.00 ІШІ Cust Item ID: 
Required Date: 03/08/2009 Req'd Qty: 1.00 (| Customer: 
Reference: | 
о “N ЕНА аи ||| 

Approvals: Process Plan: | Date: ` Tooling: "TP | Date: | А 

ос ое SPECON: риме ° ШШ 
Sequence 10/ | i Operation Pl | MEN Set Up/ 77 Draw Draw Plan | Accept Reject б Reject “Insp. I 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number | Stamp | 
| Draw Nbr Revision Nbr | И О ИНИН bi uu MEM 
“3391 Rev H | 
100 mU --"-_"" ан << 0.00. С i 
ШШІШІ MUS x 
Skidtubes Memo 0.00 
Skidtubes 1-Cut tube to finish length as per Dwg D3391í(12-Identify as D3391-0231:3-Drill 2 

pilot holes using DT8796 (Do not drill "B" holes) and drill only 1 fwd saddle 


hole on one side only as per Dwg 03391: :4-Ореп saddles and GHW holes to 
(00.375" exept for fwd saddle 


110 ОС5- Inspect part completeness to step on W/O 0.00 ТА 
ПІШІШІТІ 


Мето 0.00 
Quality Control 
120 Chemical Conversion Coat per О51005 4.1 0.00 
HandFinish Memo 0.00 


Hand Finishing 


Work Order ID 48086 
June 26, 2009 11:03:15 AM 


Item ID: 
Revision ID: 


Нет Name: 


Start Date: 


Required Date: 03/08/2009 


Reference: 


Approvals: 


Sequence ID/ 


Work Center ID 


190 


ШИ 


Powdercoat 


Powder Coating 


200 
ШЇЇ 
QC 


Quality Control 


0 


mmm 


idtubes 
Skidtubes 


D3391-023 
H 
Mid Tube Assembly 


15/07/2009 Start Qty: 1.00 


Req'd Qty: 1.00 


Process Plan: Date: 


QC: Date: 
Operation | 
Description 


White Gloss(Ref:4.3.5.1) рег 051005 4.3-Alum 


Memo 


START TIME: 
ПЕТМІЅН TIME: 


QC3- Inspect Part Finish 


Memo 


Skidtubes 


Memo 


ШТ 


Setup Start 


Stop 


Run Start 


Stop 


r 


Page 4 


| Accept | Reject 


Qty 


кен ШШШ ШШ 
Cust Item ID: 
Customer: 
Tooling: _ .. Date: __ 
SPC (Y/N): Date: 
| Set Up/ | Draw Draw. Plan 
Run Hours Number Rey Code Qty 
0.00 
0.00 Е 
ПОМЕМ TEMPERATURE: 
0.00 
403-0 
0.00 O 07 / (> 
0.00 
0.00 


1- insert D3391-021 into 03391-23: 2- insert T-pins into first and third fwd 


saddle holes 3- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles 
holes to 0.500" as per DSI 9364: :4- remove T-pins and locate DT9415 from first 


and third crossbolt hole using 


Reject Е Insp. 
Number Stamp 


umo СОЛО 


4 


ЖС 


Work Order ID 48086 
June 26, 2009 11:03:15 AM 


Item ID: D3391-023 
Revision ID: H 
Item Name: Mid Tube Assembly 
Start Date: 15/07/2009 Start Qty: 1.00 IM ИО 
Required Date: 03/08/2009 Req'd Qty: 1.00 |!!! 
Reference: 
Approvals: Process Plan: Date: 
QC: Date: 
Seq uence ID/ _ · Operation | 
Work Center ID Description 
220 QC5- Inspect part completeness to step on W/O 
ПЕТИ 
QC Memo 
Quality Control 
230 
\ЙШЇШЇШЇ жш 
HandFinish Memo 


Hand Finishing Install Inserts as per Dwg 


QC5- Inspect part completeness to step on W/O 


ІШІ. 


Quality Control 


Memo 


snl IIIIIIIIIIIIIIIIIIIIIIIIIIIIII seese seere НОТИ 
|!|! 
Cust Item ID: 
Customer: 
Run Start QAM 
_ Tooling: _ Date: _ 
Stop 
SPC (YIN) Date: ШИ 
| Set Up — Draw — Draw Plan Accept Reject | Reject Insp. 
Run Hours Number Rev. Code Qty Qty Number Stamp 
0.00 
RS S e los lio 
0.00 


0.00 P 
00 У 


0.00 


0.00 


Page 5 


r 


> 


© Work Order ID 48086 
June 26, 2009 11:03:15 AM 


Item ID: D3391-023 
Revision ID: H 


ШШ 
ШІ 


Item Name: Mid Tube Assembly 

Start Date: 15/07/2009 Start Qty: 1.00 

Required Date: 03/08/2009 Req'd Qty: 1.00 

Reference: 

Approvals: Process Plan: Date: 
QC: Date: 

Sequence ID/ Operation 

Work Center ID Description 

250 Identify as per dwg & Stock Location: 

ШИШ 

Packaging Memo 

Packaging 


260 
ШІП 
QC 


Quality Control 


Memo 


QC21- Final Inspection - Work Order Release 


| АШУ 


Accept 


Tooling: 


_ SPC (Y/N): 


Set Up/ 
Run Hours 
0.00 


0.00 


0.00 


DULL ILE есер о 


Cust Item ID: 


Customer: 


Date: _ 
Date: | 
Draw 


Number Rev. Code 


\ < (чүч 


Draw Plan 


^ 


- 


Page 6 


4 


Stop 


Re Sar ЇЇ 
ШШШ 


Reject Insp. 
Number Stamp 


Accept Reject 
Qty Qty 


д\а\ д. 5ф Ç 7 


0419410: 


и 09-9-0202 


` -' Picklist Print Ш С Е BE paee 
July 1, 2009 10:31:57 AM 

Work Order ID: 48086 ИШІШІШІ | 

Parent Item: — D3391-023RevH DIR PRA 


Parent Item Name: Mid Tube Assembly Start Date: 07/15/2009 Required Date: 08/03/2009 
Comments: Start Qty: 1.00 Required Qty: 1.00 
Component Item ID/ Replacement | Mfg/ Bin Primary Last Route Unitof Qty on Remaining | об Е раје Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty То Pick Issued Issued 
ALS4-1032-130 ~ hased № 100 Each 7,849.000 22.0000 - 
ІІІ 7771 | III o 
Insert 
Warehouse Loc Qty Loc Code 
Location 
Main Warehouse СМО 08/02/09 
ST 7849 


7849 
/ D3391-021RevH ufactured No 140 Each 0.0000 1.0000 
Иони LI 


wd Tube Assembly 


D3591-1RevB Manufactured No 230 Each 79.0000 2.0000 
Bushing 
Warehouse Loc Qty Loc Code 
Location | 


Main Warehouse 


47121 44 


pus $ UMD Сб буру — — 


^ d Dart Aerospace Ltd. 


Ху“ 


Бае gẹ ~ чфрапездау, 20/05/2009 1:10:06 РМ 
User: Julie Dawson 


Process Sheet 

Customer : CU-DAROO1 Dart Helicopters Services Drawing Name : MID TUBE ASSEMBLY 
Job Number : 48086 

Estimate Number : 10469 

P.O. Number : Part Number : D3391023 

This Issue : 20/05/2009 5.0. No. : Drawing Number : D3391 REV H 

Prsht Rev. : NC Project Number : N/A 

First Issue 277 Type : SKIDTUBES Drawing Revision : H 

Previous Run : 48085 Naterial : 

Written By : Due Date : 29/05/2009 


Checked & Approved By дй · 

| Comment : Est. A 054020 New Issue KJ/EC 
Est. В 06.0210 ECN773 dwg rev.D ЕС 
estC 07.03.20 rev F dwg 
estD 07.03.28  re-format 
estE 07.10.31 есп 1053P 
EstRevF ЕСМ 1056 07-11-13 DD verified by: EC 
Est Rev:G 08-09-08 new process (есп 08-510) DD verified 
by:EC 
EstRev:H 08-09-10 revH as per dwg DD verified by:EC 
Est Rev: | 08-11-13 Removed steps per w/o, QC KJ verified by: 
ec 


— 


Additional Product 


Machine Or Operation: Description : 
1.0 D25001100 Skidtube Extrusion 


Comment: Qty: 1.0000 Each(s)Unit Total: 1.0000 Each(s) 


SKIDTUBE EXTRUSION 

Pick: Йо n7 

Qty Part Number Description Batch 22 5 

1 02500-1-100 Extrusion Ж - RYS 7< 7-5-9/ 


03391021 Fwd Tube Assembly 


HII | 


Comment: Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 


Fwd Tube Assembly 
ƏD и д- 


Bath: (5247505 


SKIDTUBES 1 SKIDTUBESS RESOURCE 1 


5% 


Comment: | ANDING GEAR RESOURCE 1 
* 1-Cuttube to finish length as per Dwg 03391 NU. 


2 2-ldentify as D3391-023 


3-Drill pilot holes using DT8796 (Do not drill "B" holes) and drill only 1 fwd saddle hole on one side only as &» 
24 


Form: rprocess 


Dart Aerospace Ltd 


. [мо: WORK ORDER CHANGES | 
DATE ster | PROCEDURE CHANGE ftoi Approval 
" Prod Mgr nspector 
Er m ЕЕ 
Рагї Мо: PAR tt: Fault Category: * NCR: Yes No DQA: Date: 
Resolution: — Disposition: QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


DATE 


NOTE: Date & initial all entries 


1 HMFORMS Quality Assurancevapproved QANCRWO RevE 


STEP | Description of NC 
Section A 


Approval 
QC Inspector 


» Corrective Action | _ Section B | Verification | Approval 
Initial Action Description Sign & Section C Chief Eng 
Chief Eng Chief Eng Date 


Date: Wednesday, 20/05/2009 1:10:06 PM 
User: ° Julie Dawson Process Sheet 
Customer: CU-DAROO1 Dart Helicopters Services Drawing Name: MID TUBE ASSEMBLY 


Job Number: 48086 Part Number: D3391023 


ШШ 


Seq. #: Machine Or Operation: Description : 


у per Dwg 03391 c a c нак CE ~ “44 


> 4-Open saddles апа GHW holes to 0.375" exept ог fwd saddle hole of detail "J" 7 5 A “ ^7 2-5. КУ; 
5-Remove .030" from Fwd indexing Ridge as per Dwg D3391 
6-Remove indexing ridge on Fwd & Aft end of skidtube as per Dwg D3391 и q o (5 "> 
T-Deburr 

49 8-Drill 430 pilot holes using wearplate Jig DT8217 Identify 20.250" holes with paint marker, 


«^ 9-Open wearplate holes of D3391-023 assembly detail section G-G іо 20.250" (14 holes) as per Dwg 03391 
and 2 holes in section Detail "J", do not open wearplate holes of section "J" 


 10-Ореп wearplate holes of D3391-023 assembly detail section H-H іо 20.297" (20 holes) as per Dwg 
D3391 


#'11-Ореп .375" holes to .438" ***do not open fwd saddle holes*** 4 г-4/ 


12-Locate D3391-021 in D3391-023 at 9.00" (see view 2-2) 
13- Transfer drill one fwd saddle hole only to .188" dia, transfer drill all remaining fwd saddle holes using DT 
8149 locating from previusly drill .188" dia hole, using t-pins and clicos to ensure perfect allingment, open up - 


previusly tranfer drilled pilot holes in D3391-023/-021 to 0.438" dia. in D3391-021 


14- Transfer drill 2 wearplate holes into D3391-021 using DT8217, locating from two previusly drilled holes, 
drill remaining wearplate holes into D3391-021. 


15- Locating from two fwd wearplate holes drilol remaining 6 меагріќе holes in D3391-021 using DT8937 
16- Open 2 fwd wearplate holes in D3391-023 to .250" dia. 

17- counterbore two aft wearplate holes in D3391-021 as per dwg 

18- Open 12 wearplate holes in D3391-021 to 0.297" dia. 


19-Deburr and blow out all chips from inside tube 
INSPECT WORK TO CURRENT STEP 


QC5 


Comment: INSPECT WORK TO CURRENT STEP 37 ССА 


Раде 2 Form: гргосеѕѕ 


Dart т легозрасе Ltd 


WORK ORDER CHANGES 


A roval 
DATE | STEP PROCEDURE CHANGE ба Eng; | APProval 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: ___ Disposition: QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
Description of NC — Verification | Approval | Approval 
DATE | STEP Section A Initial Action BL I ЗЕ Sign & Section C Chief Епа | QC Inspector 
Chief Eng Chief BL I ЗЕ Date 


_______|_|- 
MES 


NOTE: Date & initial all entries les 


HMFORMS'Quality Assurancevapproved QANCRW O RevE | 9 


Date: Wednesday, 20/05/2009 1:10:06 PM 
User: ` Julie Dawson Process Sheet 
Customer: CU-DAR001 Dart Helicopters Services Drawing Name: MID TUBE ASSEMBLY 


Job Number: 48086 Part Number: D3391023 


“ғ” ПІШІП 


Seq. ff: Machine Or Operation: Description : 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


WI VPE 


Comment: HAND FINISHING RESOURCE #1 
Chemical Conversion Coat as per QSI 005 4.1 
INSPECT POWDER COAT/CHEMICAL CONVERSION 


ШІ ІШ 
s-i-tj 


Comment: |NSPECT POWDER COAT/CHEMICAL CONVERSION 
D33891 


Comment: Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 
WEB 
Pick: 
Qty Part Number Description Batch 
1 D3389-1 Web 
АВ Sikalex241-2001 Mti] SS 7 
| о expire даје: 10 -0:- 20 


біаг:01%0Ү _ Time: 


Finish: Time: 


SKIDTUBES 1 SKIDTUBESS RESOURCE 1 


II WW 


Comment: LANDING GEAR RESOURCE 1 


1-Open float bag holes to 0.313" 
-64 
< goU 


2-C'sink float bag holes as per dwg од 


W 


3- Prepare tube for welding 


4-Bond web in place as per Dwg D3391 & QSI 015. 
Adhere for 12 hours) 
INSPECT WORK TO CURRENT STEP 


и POB 4 


Comment: |МЗРЕСТ WORK ТО CURRENT STEP 


>” Page 3 Form: гргосе55 


Dart Aerospace Ltd 


| W/O: 


DATE | STEP 


poe 


WORK ORDER CHANGES | 


Approval | Approval 
Chief Eng / CI t 
Prod Маг | ОС Inspector 


PROCEDURE CHANGE 


Part No: PAR 4: Fault Category: NCR: Yes Мо ООА: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


"A Corrective Action Section B P 
Description of NC : — | Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initia! all entries d 


HMFORMS Quality Assurancevapproved QANCRW O RevE 


Date: Wednesday, 20/05/2009 1:10:06 PM 
User: “ Julie Dawson 


Customer: CU-DAROO1 Dart Helicopters Services 


Job Number: 48086 


Seq. #: Machine Or Operation: 
D36811 


ІШІ 


Process Sheet 
Drawing Name: MID TUBE ASSEMBLY 


Part Number: D3391023 


Description : 


Comment: Qty: 5.0000 Each(s)/Unit Total: 


SPACER 


bac; (47112: 


SKIDTUBES 1 


5.0000 Each(s) 


SKIDTUBESS RESOURCE 1 


Comment: LANDING GEAR RESOURCE 1 


1-Weld crossbolt spacer as per dwg 03391 & QSK004 AE 075 0б Ж mul ó . 


2-grind weld flush 
QC10 


`—ISUAL INSPECTION OF GROUND WELDS 


Comment: VISUAL INSPECTION OF GROUND WELDS n 


INSPECT WORK TO CURRENT STEP 


Comment: INSPECT WORK TO CURRENT STEP Q bels Go || 


POWDER ТТ 


POWDER COATING 


ШІП Ca az 


Comment: POWDER COATING 


ШІП 2, Е" 


Powder Coat White Gloss (Ref: 4.3.5.1) as рег A 005 4.3 


START TIME: 


FINISH TIME: 


3 


E Зоја 


OVEN TEMPERATURE: 37 o °= 
Z ` co pa 


INSPECT POWDER COAT/CHEMICAL CONVERSION 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION 


16.0 D35911 


ШІ o. 
-Q7 - o 


Bushing 


Comment: Qty: 2.0000 Each(s)/Unit Total: 


Bushing 


Page 4 


2.0000 Each(s) 


Form: rprocess 


Dart Aerospace Ltd 


W/O: WORK ORDER CHANGES "Ë 
Approval 
DATE | STEP PROCEDURE CHANGE chertng/ | Approval 
Prod Mar QC Inspector 
Part No: PAR st: Fault Category: NCR: Yes Мо ООА: Date: 
Resolution: _ ` Disposition: QA: N/C Closed: Date: 


WORK ORDER NON-CONFORMANCE (NCR) 


STEP Description of NC — Corrective Acton Е ;Ssction В | Verification | Approval | Approval 
Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 7 


NCR: 


DATE 


HMFORMSQuality Assurancevapproved QANCRWO RevE 


Date: Wednesday, 20/05/2009 1:10:06 PM 
User: ` Julie Dawson Process Sheet 
Customer: CU-DAROO1 Dart Helicopters Services Drawing Name: MID TUBE ASSEMBLY 


Job Number: 48086 Part Number: D3391023 


Seq. #: Machine Or Operation: Description : 
SKIDTUBES 1 SKIDTUBESS RESOURCE 1 


Comment: SKIDTUBESS RESOURCE 1 
1- insert D3391-021 into D3391-23 


2- insert T-pins into first and third fwd saddle holes 

3- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles holes to 0.500" as per DSI 9364 
4- remove T-pins and locate DT9415 from first and third crossbolt hole using T-pins and clekos 
5- ON 2ND SIDE ONLY ream out 2nd and forth saddle hole to 0.499". Remove DT9415 

6- deburr, re-alodine and blow out chips 


7- press fit D3591-1 spacers using DT9416 starting from 0.500" side 


5 INSPECT WORK TO CURRENT STEP 


Comment: INSPECT WORK TO CURRENT STEP 
ALS41032130 


Comment: Qty: 22.0000 Each(s)/Unit Total: 22.0000 Each(s) 
INSERT 
batch: Се OS || 
or equivalent 
рег QSI 017 
HAND FINISHING1 


Comment: HAND FINISHING RESOURCE #1 
Install Inserts as per Dwg 


5 


Comment: INSPECT WORK TO CURRENT STEP 


Page 5 Form: rprocess 


Dart Aerospace Ltd 


WORK ORDER CHANGES |“ 


W/O: 
Approval 
DATE | STEP PROCEDURE CHANGE сна ема | Approval 
QC Inspector 
Resolution: Disposition: QA: N/C Closed: Date: 


WORK ORDER NON-CONFORMANCE (NCR) 
DATE 


Part No: PAR tt: Fault Category: NCR: Yes Мо РОА: Date: 
Ten Corrective Action Section B X JN 
Description of NC — - — - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurancevapproved QANCRWO RevE 


Date: Wednesday, 20/05/2009 1:10:06 PM 
User: ` Julie Dawson 


1 


Customer: CU-DAROO1 Dart Helicopters Services 


Job Number: 48086 


Seq. #: Machine Or Operation: 
PACKAGING 1 


Process Sheet 
Drawing Name: MID TUBE ASSEMBLY 


Part Number: D3391023 


Description : 
PACKAGING RESOURCE #1 


Comment: PACKAGING RESOURCE #1 
Identify and Stock 
Location: 


ІШІ 


FINAL INSPECTION/W/O RELEASE 


nt: FINAL INSPECTION/W/O RELEASE 


Page 6 


Form: гргосе55 


Dart Aerospace Ltd 


W/O: WORK ORDER CHANGES || 
Арргома! 
DATE | STEP PROCEDURE CHANGE Chief Eng / Approval 
Prod Mgr перо, 


Part No: PAR tt: Fault Category: NCR: Yes Мо ООА: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 
DATE 


STEP Description of NC — Corrective Action = 1890000 = - Verification | Approval | Approval 
Section A Initial Action Description Sign & Section C Chief Епа | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurancevapproved QANCRWO RevE 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 
D3391-011 
FWD TUBE ASSEMBLY 


D3566-13 GASKET 
REF 
D3564-13 
WEARSHOE 
REF 


D3566- 


АМЗСАА BOLT (1) 
AN960C10L WASHER (1) 


4PL 
AN3C6A BOLT (1) 
AN960C10L WASHER (1) 


z 
б 2PL 


О 


с 
> 
Q 
° 
z 
БЕ 
>> 
° 
= 
m 


> 


ома ома 
OL NANLTA 
АЗОО dOHS 


2 
2 Š 
~ m 
id 
5 a 

° 
ŞS 
2% 
а= 
та 
2 


КЕ 


а 


1) 


i" 
i AFT TUBE ASSEMBLY 


WEARSHOE 
.WEARSHOE ______ 
____МЕАвбНОБ 
GASKET 
GASKET 
SUSHING 
WASHER 


АМЗСАА ВО 
AN3CÓA _ .. TBOLT, 
AN3C7A BOLT 
| 44 | Амобоста. WASHER 


ват 


AN960C416L WASHER 


A 


TRANSFER DRILL THRU 
D3391-011 OPEN TO 


20.438000 


D3672-3 WASHER 
D3391-013 


MID TUBE ASSEMBLY 


MS27039C4-12 SCREW 


AN960C416L WASHER 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF D3391-015 
WEARSHOES 399 


AFT TUBE ASSEMBLY 


TRANSFER DRILL THRU 
D3391-011 OPEN TO @0.499 
AND INSTALL D3591-1 BUSHING 


1 GASKET D3566-5 GASKET 


M... D3566-1 


D3564-1 
WEARSHOE 


D3564-5 


AN3CAA BOLT (1) 
WEARSHOE 


AN960C10L WASHER (1) 
20PL 


AN3C6A BOLT 


AN960C10L WASHER 
6PL 


D3391-041 ASSEMBLY 


ENERAL NOTES 


FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 


POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 
SPRAY INSIDE OF TUBE WITH А COAT OF LPS LABORATORIES "LPS-3" AFTER FINISH 
AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH 
LPS LABORATORIES "LPS PROCYON" AFTER FINAL ASSEMBLY, CLEAN EXCESS 
OFF POWDER COATING WITH MEK DEGREASER. 
TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
UNITS: INCHES UNLESS OTHERWISE NOTED 
USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 


FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 


D3553-3 
GASKET 
ЖЕК ій ВЕР 
D3537-7 
WEARPAD 
сле _ REF 
03553-1 


САЗКЕТ 
REF 


D3537-1 


GASKET 


D3564-3 
WEARSHOE 


AN3C6A BOLT 
AN960C10L WASHER 
4PL 


АМЗСТА BOLT 
AN960C10L WASHER 


8PL 


(FOR FURTHER INFO SEE DSI 9364 & NCR 08-074) 


REPLACE NAS INSERTS W/ AELS INSERTS 
SWITCH TO D3670-XXXX SPACERS FOR INSTALLING 
FLOAT BAGS, DWG REORGANIZED FOR CLARITY 


ADD SS WEARSHOE, GASKET 

REMOVE FWD SADDLE HOLE -011/-021 
CHANGE TOLERANCE, EASE MANUFACTURE 
UPDATE TOLERANCE, CHANGE HOLE SIZE 
LENGTHEN AFT EXTENSION 

DRAWING UPDATES 


DRAWING UPDATED TO CURRENT STANDARDS. 

SHT 1 PL ADDED 03591-1 BUSHING. ZN C6 20.438 DIM 

WAS 4 PL. ADDED 00.499 DIM AND 03591-1 BUSHING. 08.08.20 
SHT 2 PL ADDED D3591-1 BUSHING. ZN C6 20.438 DIM Аз 
WAS 4 PL. ADDED 90.499 DIM AND 03591-1 BUSHING. 


07.07.31 


07.01.18 


06.04.25 
06.01.23 
05.09.27 
05.06.10 
05.02.07 
DATE 


DART AEROSPACE USA, INC 


PORT HADLOCK, WA 
снескео “|” h -|DRAWNG NO. 
ғо АРРА | “4 “|03991 
ARA, 


REV. H 
SHEET 1 OF 8 


DATE COPYRIGHT € 2005 BY DART AEROSPACE UBA. INC 
Tyas DOCUMENT 15 PRIVATE AND CONFIDENTAL AND I$ SUPPLIED ON THÉ EXPRESS CONDITIOA THAT IT IS 
НОТ TO BE USED FOR ANY PURPOSE OR COPED OR COMMUNICATED ТО ANY OTHER PERSON WITHOUT 
WVTTEN PERMISSION FROM DART AEROSPACE USA INC. 


08.08.20 


FWD TUBE ASSEMBLY 


ANS60C10L WASHER 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-021 


D3566-13 GASKET 


D3564-13 
WEARSHOE 
REF 


АМЗСАА BOLT 


4PL 
AN3C6A BOLT 
AN960C10L WASHER 
2PL 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


ОТҮ 
:043 


| PART NUMBER 


x 03391-043 


DESCRIPTION | 


FLOAT SKIDTUBE ASSEMBLY 


— | 03391-021 


а "m 
CY YV КОМ 


а 


ЧО ЛА 


алм ЈПОНЦА 


МЕКЕ, OL ЯГ 
AdOO Феј ОЧАЈНО; 


КЕ 


,D3391.023 — _ 


1 03393-025 
2939? 


' 03564-1 


сла FWD TUBE ASSEMBLY 
MID TUBE ASSEMBLY 
AFT TUBE ASSEMBLY 
WEARSHOE 


WEARSHOE 
WEARSHOE | 
GASKET 
GASKET ` 


BUSHING 


BOLT 


___|ват 


BOLT 


AN960C10L WASHER 


Na 
ШЕТТЕ 
Ао зона 


ОМЦИЯЯМІО 
ол 


ВЕЕ xx n D3566-1 GASKET 


D3564-1 
WEARSHOE 


A 


TRANSFER DRILL THRU 
D3391-021 OPEN TO 


0.438000 


D3391-023 
MID TUBE ASSEMBLY 


TRANSFER DRILL THRU 
D3391-021 OPEN ТО 00.499 
AND INSTALL D3591-1 BUSHING 


D3566-5 GASKET 


AN3C6A BOLT 
AN960C10L WASHER 


D3564-5 AN3C4A BOLT 


WEARSHOE АМ960С101. WASHER 6PL 
: 20PL 
D3391:043 ASSEMBLY 
GENERAL NOTES 
1) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 


POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 


`]Ü X _ D3566-1 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-025 
AFT TUBE ASSEMBLY 


D3553-3 


GASKET 
РУЙ ВЕЕ 
кара D3537-7 


GASKET D3553-1 WEARPAD 
GASKET REF 
D3564-3 REF 
WEARSHOE D36523 
WEARPAD 
AN3C6A BOLT REE 


AN960C10L WASHER 
4 PL 


AN3C7A BOLT 
AN960C10L WASHER 


8 PL 


2) SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3* AFTER FINISH 


AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH 
LPS LABORATORIES "LPS PROCYON" AFTER FINAL ASSEMBLY, CLEAN EXCESS 


OFF POWDER COATING WITH MEK DEGREASER. 
3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
4) | UNITS: INCHES UNLESS OTHERWISE NOTED 


5) USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 


WHERE INDICATED. 


Ska 08.08.20 
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20.000 
1000 5 EQ. SPACES 
2.000 4.000 PITCH 
2.79 
DRILL 44 (20.209) 
ap 4.000 


2.000 


DRILL THRU 21/64" (20.328) 
9PL 00.640 
CSINK 0.438 x 45? 
(BOTH SIDES) DRILL 20.297 


10 PL 


D3391-011 DRILLING DETAIL 


INSTALL D3670-4200 SPACER 

SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 

PRIOR TO PAINTING 

9PL 

INSTALL 
DETAIL D AELS-1032-225 
AFTER FINISH 
10 PL 


D3566-13 GASKET 
D3564-13 


aparans 
410341NOOND 


ао 


оним 


ОЈ 
аамока 


oj Nani 
AdO JOHS 


ONDE 


D3391-011 ASSEMBLY DETAIL 


WONIWV 


rd 
z 
El 
5 
а 


іма 
„409 аз 


D3391-011/-021 FWD TUBE ASSEMBLY PARTS LIST 


QTY - | PART NUMBER 
021 


DESCRIPTION 


D3391-011 
X  |D3391-021 


FWD TUBE ASSEMBLY 
FWD TUBE ASSEMBLY 


D6013-047 
D3401-041 
D3564-13 
D3566-13 
D3670-4200 
D3672-1 


FWD TUBE 
TOW CAP 
WEARSHOE 
GASKET 


WASHER 


AN3C4A 
AN960C10L 
AELS-1032-130 
AELS-1032-225 


BOLT 


LINSERT 


WEARSHOE AN3C4A BOLT 
AN960C10L WASHER 


8.000 


DRILL 20.297 Dm |602) 
C'BORE 00.430 X 0.040 


THIS LOCATION ONLY 
2PL 


DRILL THRU 21/64" (20.328) 

4PL 
7.25 C'SINK 20.438 x 459 
(DISTANCE TO FWD (BOTH SIDES) 
SADDLE HOLE, REF) 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 

PRIOR TO PAINTING 


4PL 
INSTALL 


AELS-1032-130 

THIS LOCATION ONLY 
AFTER FINISH 

2PL 


DETAILD 


6PL 


SEAL WITH 
SIKAFLEX-241/-291 


AN3C4A BOLT 
D3672-1 WASHER 
AN960C10L WASHER 
Я 4PL 
D3401-041 
TOW CAP 


SCALE 2X 


DRILL 90.297 
CBORE 00.430 X 0.040 


THIS LOCATION ONLY 
2PL 


00.640 


DRILL 20.297 7.25 
10 PL (DISTANCE TO FWD 


SADDLE HOLE, REF) 
D3391-021 DRILLING DETAIL 


INSTALL INSTALL 
AELS-1032-225 AELS-1032-130 
AFTER FINISH THIS LOCATION ONLY 
10 PL AFTER FINISH 
2PL 


D3566-13 GASKET 
D3564-13 


WEARSHOE AN3C4A BOLT 
AN960C10L WASHER 


— ы 


6 PL 
D3391-021 ASSEMBLY DETAIL 


HE 


H DART AEROSPACE USA, ING 
| ^S | 
7) 


PORT HADLOCK, WA 
| M Јовамино NO. 


D3391 
| af, [me 
DE APPR. 


REV. H 
SHEET4OF8 


SCALE 


HM |412 FLOAT SKIDTUBE 
DATE COPYRIGHT @ 2005 BY DART AEROSPACE USA, INC 
08.08.20 ORI n RE CA COED СЫТЫЫ ба 


658 CONDITION THAT IT 18 
COPIED Ой COMMUNICATED 10 ANY OTHER PERSON WITHOUT 
"c 


NTS 


6 са. 
EN PERMISSION FROM DART AERCSPACE USA 


7.000 
00.438 5.250 
ТҮР 1.750 
Y 
D Y 
'0.00 
0.70545 
90.188 | Ei 070299 
(Ра REFER TO | — 0.70010 
DISTANCE TO DETAIL K 
FWD END OF А ! 
D3389-1 WEB š REFER TO €... 1I kuk k= = Y 
ИЕА кт бекіндік кенті SERA 
4.94 DETAIL J = НЕ Ng DISTANCE TO 
Y 0.50 END OF WEB 
4.19 
G DETAIL E Hd REF 
DETALJ DRILL THRU 21/64" (Ø0.328) DETAILK 
= CSINK @0.438 X 45° (BOTH SIDES) D3391-013 ASSEMBLY DETAIL SCALE 4X 
SCALE 4X ES 033912013 ASSEMBLY DETAIL 
с 
INSTALL WELD INTO PLACE 
D3681-1 SPACER D FLUSI 
(BOTH ENDS) REMOVE 0.225 
FROM TOP AND BOTTOM 
TO 3.800 
z Cs] (0.7 FROM BOTH ENDS) 
Ы Ñ DRILL 20.297 
zl a Z $ Г INSTALL AELS-1032-130 INSERT REMOVE 0.030 
т Q © | AIER FINISH FROM TOP AND BOTTOM 
256257 TO 3.610 
s > = 5 5 СО ЗЕСПОМ 6-6 SECTIONH-H 12PL SECTION X-X DRILL 20.297 SECTION Y-Y 
152582 © АЕН САТЕ ВУ “SCALE SX INSTALL AELS-1032-130 INSERT SCALE 5X 
Z e 55 5 MS27039C1-09 SCREW 
Bd = 2. D3672-1 WASHER 
tag AN960C10L WASHER B 
от 5 AFTER FINISH 
4 PL 
DESCRIPTION TYP, / 
1 K 
[шс RUE 
SECTION M-M PRETER SI. SECTION LLL 
DETAILE SCALE 5X SCALE 5X 
а ELEASE 
a AT 
— |ALS4428-165 =: (221 
AN960C10L WASHER 
" = ННИВВОСТОЕ a-f WASHER ai pesen а | DART AEROSPACE USA, INC |, 
__4 ^ |MS27038C1-09 __| SCREW —  — =š DRILL @0.391 [prawn | 45 | PORT HADLOCK, WA 
[ —4 —Ms2703964.08 — |SCREW — — — —  — — | INSTALL ALS4-428-165 INSERT |снескео | 1, |DRAWINGNO. REV. H 
М2 23 WASHER м0, АРРА | 22 |03391 SHEETS OFS 
D3391-013 MID TUBE ASSEMBLY | AN960C416L WASHER |АРРВОМ_ЕО | A [me SCALE 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION AFTER FINISH ОЕ АРРА. | R |412FLOATSKIDTUBE 
2) INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 4PL SECTION L.L 
3) _ WELDING: PER DART QS! 004 


PERMISSION FROM DART AEROSPACE 


NTS 
ULT DATE COPYRIGHT 6 2005 BY DART AEROSPACE USA, INC 
SCALE 5X 08.08.20 ESSERE NRI DR IRIURE a 
Mu 
8 7 6 ` 3 2 1 


i 
| 
| 
! 
i 


| H 

pollet TO | ( REFER TO 

WD END OF i DETAIL J 
D3389-1 WEB 


4.94 
Y 


DISTANCE TO 
END OF WEB 
4.19 

X REF 


DETAIL K 
DETAIL J ^ EME AX 
SCALE 4X DRILL THRU 21/64" (20.328) SCALE 4X 


CSINK 20.438 X 45% (BOTH SIDES) 


SPL 
03391-023 ASSEMBLY DETAIL 


INSTALL Lu WELD INTO PLACE 


& GRIND FLUSH 
03881-1 SPACER (BOTH ENDS) REMOVE 0.225 
FROM TOP AND BOTTOM 

TO 3.800 
(0.7 FROM BOTH ENDS) 
DRILL 60.297 
INSTALL AELS-1032-130 INSERT 
AFTER FINISH 
TYP 


REMOVE 0.030 
FROM TOP AND BOTTOM 
TO 3.610 


SECTION G-G SECTION Н.Н SECTION X-X SECTION Y-Y, 
SCALE 5X SCALE 5X SCALE 5X SCALE 5X 


D3391-023 MID TUBE ASSEMBLY PARTS LIST 
PART NUMBER DESCRIPTION 


..03391-023 MID TUBE ASSEMBLY 


EXTRUSION 
WEB 
SPACER 


INSERT 


771 D2500-1-100 


резем | PH | DART AEROSPACE USA, INC 
prawn јо PORT HADLOCK, WA 
IcHeckep | L DRAWING NO. REV. H 


AELS-1032-130 


SHEET6 OF 8 


03391-023 МО TUBE ASSEMBLY 

1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 

2) INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 
3) WELDING: PER DART QSI 004 


Мес АРРА | ZZ | 03891 
геном | (те SCALE 
ОЕ АРРА | =  ]412FLOATSKIDTUBE NTS 


DATE COPYRIGHT € 2005 BY DART AEROSPACE USA, INC 
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ап 


знацанаик OL 33 


36.435 
ТО ТАРЕК 


DETAIL S 


MACHINE CONSTANT 
TAPER FROM 03.750 
TO 23.200 


REF 


VIEW BB-BB 
SCALE 4X 


1.52670. 000 NE 


(83.500 3.300 
93.750 


REF 


O1 NIIn1HS 


SECTION AA-AA 
SCALE 6X 


REF 
DIST TO CENTER OF BEND 


88.93 


D3391-3 AFT DRILLING AND CUTTING DETAIL 
(MAKE FROM D6014-090 SKIDTUBE MATERIAL) 


0.200 — = 0.687“9.010 


-0.000 


` @3.750 


воов2 КЁР 


SECTION М-М 


ЗЕСТ!ОМ Р-Р 
SCALE 6X 


CHAMFER 
30*X0.060 DEEP 


DRILL 44 (20.209) 
2PL 


DETAIL V 
SCALE 6X 


NC 93.750 


REF 


SECTION О-О 


0.013 


VIEW W-W 


DETAIL S 
SCALE 4X 


SCALE 4X 


SCALE 6X 


SECTION R-R 
SCALE 6X 


RELEASE 
| PH | DART AEROSPACE USA, INC 
DRAWN PORT HADLOCK, WA 
COME m 


DRAWING NO. REV. H 
[rs-a | е“ | 03391 SHEET7 OF 8 
arov | ZJ | 


TITLE SCALE 
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DATE 
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NOT tO SE USED FOR ANY PURPOSE. 
Lj 


OR CONMAUNCATED TO ANY OTHER 
PERMISSION FROM DART AEROSPACE USA. 


36.000 
9 EQ. SPACES 
4.000 PITCH 


7.00 


4.2+0.25 
DRILL THRU 21/64" (20.328) 
14PL 
91 REF DRILL 20.297 
DISTANCE BETWEEN HOLE AND 


DRILL THRU 21/64" (20.328) 
4PL 
GEL CSINK 20.438 X 45° g1 REF DRILL 20.297 
ТН SIDE: 
TANGENT POINT 255 (во S) DISTANCE BETWEEN HOLE AND 
D3391-015 BENDING AND DRILLING ЕТА! 


CSINK 00.438 X 45° 
26 Pt (BOTH SIOES) 
TANGENT POINT 53.7 
IL 
(SEE CBORE DETAIL BELOW) 


03391-025 BENDING AND DRILLING DETAIL 
{SEE CBORE DETAIL BELOW) 
INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 


INSTALL 03670-4200 SPACER 
PRIOR TO PAINTING 


SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 


4PL 


2 сва 
св2 (МО CBORE) 
03553-1 


GASKET 


Z CB4 
Өне (NO CBORE) 
03553-1 
03537-1 


GASKET 
ede 03537-7 
WEARPAD WEARPAD қ 
MBLY AND СВОВЕ D ANGCRA BOLT WEARPAD 
(SEE TABLE) AN3CSA BOLT АМЗСАА BOLT 
AN960C10L WASHER AN3CAA BOLT ANSEOCTIEWASHER AN960C10L WASHER 
4PL AN960C10L WASHER 4PL 4PL 
4PL 
3391.025 ASSEMB 
DESCRIPTION (SEE TABLE) 
D3391-015 AFT TUBE ASSEMBLY 
3391-025 AFT TUBE ASSEMBLY 


AFT TUBE 
AFT CAP 
WEARPAD 
WEARPAD 
GASKET 
GASKET 
SPACER 
WASHER 


D2646 
D3537-1 
D3537-7 
D3553-1 
D3553-3 
D3670-4200 
D3672-1 


SEAL WITH 
SIKAFLEX-241/-291 


DRILL 0.391 
CBORE 00.516 X 0.040 DEEP 


INSTALL ALS4-428-165 INSERT 
4PL 


по | ај] | а ||| ~ 


ANSCAA BOLT 
D3672-1 WASHER 

AELS-1032-130 AN960C10L WASHER 
AELS-1032:22b | INSERT SECTION UY SECTION CC-CC EC. 
А154-428-165 INSERT SCALE 3X 
AN3C4A BOLT 
ANSCSA BOLT 
AN960C10L WASHER 


INSERT 


ыы 


- 


o 


ы 


° 


DETAIL T 
SCALE 4X 


ELEASER 


25 07.05 720 


C'BORE HOLES MARKED CB1-CB4 AS FOLLOWS AND 
INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 
HOLES QTY 


QTY CBORE PIN 
MARKED | 03391-015 | D3391-025 


12 _ Ф0430Х0170 |AELS-1032-225 
CB2 4 


резом | PH | DART AEROSPACE USA, INC 
снескео | b | 


DRAWING NO. 


REV. H 
Ме Ара | ДЕ | D3391 


90430 X 0.170 |AELS-1032-130 $ 


6 0.430 Х0.040 | AELS-1032-130 
4 NONE 


AELS-1032-130 


wy Оз. 18140. 
OL NOH 
A400 dOHS 


[erroe _|_- |] 
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ома ома. 


ама 
qa 


AWS р17.1.2001 
QUALIFICATION TEST RECORD 


Name: 


МЕСА 
Part number: pla Saa 


Job number: 2 
Description: Vs ae 
Welding Process: Пан Migl 1 
Ваѕе materiel: МА —— MN Y ve 


Current: ACÍ. "pc ] 


TEST REQUIREMENTS AND RESULTS 


Visual: 
Penetration: 


UNACCEPTABLE 


ДЕЗ ЕЗ l 


Cracks: 
Undercut: 

Pin holes: 
Overlap (cold lap) 
Porosity (surface): 
Coloration: 


pass[^[^ faif ] 
pass[ fail[ ] 


pasi fail[ ] 


раз, fail[ ] 
регі 7) fail[ 1 


passP/] , ҒАШ 1 
pass[ 4 fail[ 1 
4 fail 1 


Date of Test Coupon C 3 Об &} 


Date of Test Coupon ЕА. 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


HAFORMSVProduction'approved. prod Welding Coupon Веу.А 


